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(54) PRODUCTION OF PLASTIC LENS FOR GLASSES 

(57)Abstract: 

PURPOSE: To certainly return a mold to a 
predetermined place when the mold is stored in a mold 
stocker by a method wherein a container is transferred 
by a transfer device so as to follow the flow of a lens 
molding process during the use of the mold and the mold 
after demolding is again received in the container after 
the completion of molding to be returned to the mold 
stocker. 

CONSTITUTION: A photosetting plastic material is used 
and molds 21 , 22 having to mold a lens on the basis of 
customer s recipe data are taken out of a mold stocker 
25 and the mold feed body (mold palettes 23, 24, tray 5) 
corresponding to the molds 21, 22 transferring through 
the process from the start of a molding process 8 to the 
completion thereof is alowed to follow the process. When 
the molds 21, 22 are discharged, the molds are received 
in the mold transfer body to be again returned to the 
mold stocker 25. 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer.So the translation may not reflect the original 
precisely. 

2 **** s hows the word which can not be translated. 
3. In the drawings, any words are not translated. 

CLAIMS 
(Claim(s)] 

[Claim 1] The manufacture method of the plastic lens for glasses including the process which takes out 
the mould for the lenses which should be fabricated from a mould stocker based on customer prescription 
data, is made to accompany the mould transfer object corresponding to the specific mould which shifts the 
process from the start of a forming cycle to an end to the flow of a process using a photoresist plastics 
material, receives the mould on the aforementioned mould transfer object at the time of mould discharge 
and is made to flow back to a mould stocker again. ' 
[Claim 2] The aforementioned mould transfer object is the manufacture method of the plastic lens for 
glasses according to claim 1 using the tray which contains a fluctuated part for the mold pallet which 
holds each mould, and the mold pallet which holds the mould used as a vertical pair separately as a 
couple. 

[Claim 3] The manufacture method of the plastic lens for glasses including the reserve process which 
performs displays peculiar to the lens concerned, such as a kind, frequency, or a manufacture 
discernment number of the lens fabricated by the transfer object which holds the mould at the time of 
mould drawing from the aforementioned mould stocker according to a customer's prescription data 
according to claim 1. 

[Claim 4] The manufacture method of the plastic lens for glasses including the washing process which 
performs washing of the use side of an up-and-down mould, and a non-using field just before [ like the 
mould erector who assembles the aforementioned mould and fabricates a predetermined cavitv 1 
according to claim 1. 3 

[Claim 5] The manufacture method of the plastic lens for glasses according to claim 1 characterized by 
making the lens of a stock item and forming it including the display process which fabricates the lens 
**** eSP ° n g J t ° P r ^ dlctlon Prescription data by the photoresist plastics material, and displays the lens 
concerned, such as a kind, frequency, or a manufacture discernment number of the lens fabricated 
on a lens or its transfer object. 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application] this invention relates to the manufacture method of the plastic lens for spectacles 

estectally " SPeCtaCl6S " ** manufacture of a Passive mulXTlens 

[0002] 

[Description of the Prior Art] The lens for spectacles is created as the object for individuals also in any of 

[OoSrOnXTh 3 P h reSb H yOPi V nd ^ aStlgma , tism accordi *g ^ the prescription based on optomSr'y 
[0003] On the other hand, a shaping lens made from plastics instead of an ordinary glass lens is 

Td near" 6 ' 12 "** * * 6Specially ^markable in the progressive multifocal lens both for far 

[0004] It has been because the lens which manufactures as the former and a spectacle lens being blank 
beforehand, stocks, grinds according to required conditions [ angle / of frequency and the astigmatism ] 
according to « customer's prescription, and considers as the spectacle lens for the customers or predate 
the content of a prescription high / of frequency /, manufactures as a finished product bXeLnd stocks 
and suits a customer most from the inside is used choosing. A predetermined lens maker's manuLturtg 
department is ordered to perform the prescription data of the customer at this time by facsimue et from 
a spectacles retail store, and they are made as [ input / it is processed into the msaS*w£tt^ 
production lines, and / again, / there / into an administrative computer ]. 
10005J 

(Problem(s) to be Solved by the Invention] However, there is also a possibility of taking [ after / in order to 
carry out blank shell polish according to prescription of each customer and to manufactu e a lens / 
receiving an order ] the period for about one week to cross to a customer's hand, and generating [ mistoke 
/ posting /of prescription data to manufacture data ]. In order to require the still highfy precise prSeXS 
machine to polish processing, there is a trouble that cost increases processing 
10006] On the other hand although there is an advantage comparatively crossed to a customer's hand for 
a short time when preparing the finished product beforehand, in the case of the spectacle lens both for Z 
and near, in addition to the kind of frequencies, such as an object for **, an object for ** and astigmatism 

len^xiTs 8 ^ tr ° Uble ^ St ° Ck ° f 3 am ° Unt 18 Deeded for COveri *S a11 ^r Q f Tize oTa 
[0007] While this invention shortens sharply the time which the process to product dispatch takes in view 
of the above-mentioned point after receiving an order from a customer, and enabling \^£t£££Z. 
of qu*k and exact specification, reduction in a manufacturing cost and curtailment of stocfc contiol are 
aimed at, and it amat offering the manufacture method of the plastic lens for spectocles which can o?fer 
certainly the lens wh.ch suits especially prescription of a customer. spectacles which can offer 

L0008J 

[Means for Solving the Problem and its Function] It makes into a technical problem to solve the trouble 
which the above ment,oned Prior art has. this invention It is what fabricates a lens base on a customer's 
prescription data obtamed from each retail store etc. Based on customer prescription l ot te the for 
the lenses which should be fabricated is taken out from a mould stacker using a photoreslsHlasJcs 
material. The mould transfer object corresponding to the specific mould which shtft the TrZ ^ s from the 
start of a forming cycle to an end is made to accompany to the flow of a process It is^the m 
method of the plastic lens for spectacles including the process which receives 4 ^ mould t l 
aforementioned mould transfer object, and is made to flow back to a mould stacker aSnTtLe tile of 



# • 

according to a customer'slffescription data, It includes having the washing process which performs 
washing of the use side of an up-and-down mould, and a non-using field just before [ like the mould 
erector who assembles having the reserve process which performs displays peculiar to the lens concerned 
such as frequency or a manufacture discernment number, and the aforementioned mould, and fabricates 
a predetermined cavity ]. The prescription data of the lens which should furthermore be manufactured 
according to the past order-received actual result are predicted, the indicated value for processing 
computes by receiving a customer's prescription data transmitted on line from terminals, such as having 
a means direct manufacture based on the aforementioned prediction data at the time of the operating 
ratio fall of a production line, and a retail store, and it contains having a means give start directions of the 
aforementioned process based on the calculation data. 
[0009] 

[Example] Hereafter, this invention is explained with reference to the example shown in a drawing 
[0010] About fabrication of the lens in the manufacture method of the plastic lens for spectacles in this 
invention Photoresist plastics (for example, urethane acrylic resin) is used as a plastics material as the 
process As a block diagram is shown in drawing 1 The prescription data of the customer who got at the 
time of an order received, and data required for a forming cycle by the printer 1 **** and it has a reserve 
process to the collating process 7. the tray appearance which applies the gauze impregnated with the 
work label 2 on the tray 5 as the work label issue process 3 of publishing the hammered out work label 2 
the work label classification process 4, and a mould transfer object - carrying out ■■ the label set process 6 
- The tray set process 9, the washing process 10 of a mould, and the erector of a mould have 11 the 
pouring process 12 of a plastics raw material, the polymerization process 13 of a pouring raw material 
the ** material process 14, the buffer process 15, collating and a ** tape process 16, and the mold release 
process 17 as a lens forming cycle 8. It continues to the inspection process 18 of the lens fabricated from 
here. 

[0011] In the aforementioned reserve process, based on prescription data, it makes in the content i e 
consistent elegance, it is divided and makes from the exception of a lump article, and in the case of a lump 
article, it is divided into a blank stock, a hard^coat stock, and a hard-coat + acid-resisting processing stock 
and the work label 2 with which required data ( drawing 2 ) were printed by the printer 1 in each is 
published. As a work label 2 published, as shown in dmsdag^2 , there are "consistent elegance" a 
structure lump article", a "polish expenditure article", an "HC (hard-coat) expenditure article" and a 
vacuum evaporationo expenditure article." the data displayed here - setting - "manufacture ' No " - 
arrangement No. at the time of an order received a basis - a host computer 20 - manufacture No It 
replaces, and it is given and the sequence of numbers of 5 figures is used. Moreover "a glass mold (P 
type)" points out the upper mould 21, and "a glass mold (A, C type)" points out two kinds of lower mould 

[0012] The mold pallets 23 and 24 which contain these moulds 21 and 22 are the thin box-like thines 
which two accession department 5a and 5b adjoined so that the two above-mentioned type pallets 23 and 
24 might arrange m parallel the thin box-like tray 5 which contains these mold pallets 23 and 24 bv 
having the size which is the grade to which one mould is restored exactly and it might be contained 
separately. And moulds 21 and 22 are stored in the mould stacker 25 in the state where it was dedicated 
at a time to one mold pallet 23 and 24, and drawing or storing directions is followed, and it is suitably 
taken out or stored by the drawing means. &u 1U iuiy 

[001 ; 31 , U f is Pushed as a work label 2 with which the peculiar contents of a display concerned (the 
content of a display is illustrated to draw in g 2 ), such as a customer's prescription data processed with the 
host computer 20 in the work label issue process 3, a kind of lens, frequency, and a manuicture 
discernment number, were printed, and the gauze nnpregnated with this label 2 is applied on the lateral 
surface of a tray 5 by acquisition or mechanical means (label set process 6). The mold pallets 23 and 24 for 
Ihcr vertical couple by which extraction was carried out [ aforementioned ] are dedicated as 1 set in this 

[0014] This tray 5 is taken out from the bottom which it tiered to the washing process 10 just before 
lering, being set to several places and the erector of moulds 21 and 22 going into 11 When ^ 
processing priority" of the content of directions by the work label 2 is a special express at tWs time tie 

tray is preferentially sent to the washing process 10. express at tms time, the 

[0015] In the washing process 10, in order to make perfect light-transmission nature of moulds 21 and 22 
and to make good the both sides and tape application in a back process, washing of a ^teheral surface I 
performed. This washing is 500 - lOOOrpm about the chuck 27 (adsorption pact T^ZlZi^ the 
peripheral surface of the sponge rolls 26, such as an urethane foam which contains a p^neLnt remover 

nrni cc PenP >. SU , faCe °' f C J m0ulds 21 0r 22 in the lst tub - ™« holds moids ^ and 22 as ^ e 
process is shown in drwJ - . while making it rotate, it is made to rotate in this direction 



and the sponge roll 26 isl^ied. At th 1S time, the pressing force of the sponge roll 26 is controlled based 
on the outer-diameter measurement result of moulds 21 and 22. In the 2nd tub, the chuck of the use side 
side of each moulds 21 and 22 is carried out, and it is 200 - 500rpm about the sponge roll 28 to a non-using 
field. Making it rotate, from a mould center, it is made to move to the method of an outside, and washes 
At this time, the same rotation as the above is given, and the travel of the sponge roll 28 is controlled 
based on the outer-diameter data of moulds 21 and 22, and moulds 21 and 22 are estranged from moulds 
21 and 22, when the sponge roll 28 results in the outer edge of moulds 21 and 22. In the 3rd tub washing 
is performed by pure water like the case of the 2nd tub. In this way, after being washed, in the 4th tub 
IPA (isopropyl alcohol) of optimum dose (2-3 cc) is applied to the washing side of moulds 21 and 22 and it 
is made to dry. Under the present circumstances, at the time of an IPA application, it is low and the 
rotational frequency of a chuck 27 is made at it high (refer to drawing 7 ) at the time of dryness and 
although it is about 20 seconds as the cycle time, if conveyance time etc. is deducted, an actual duration 
can be ended within in 13 seconds. In this way, after washing and dryness of a non-using field are 
completed, before going into the 5th tub, each moulds 21 and 22 are reversed, and a chuck is carried out 
so that a use side may serve as the bottom. 

[0016] In the 5th, the 6th, and the 7th tub, washing and dryness of moulds 21 and 22 of a use side are 
performed by the same process as the above 2nd, the 3rd, and the 4th tub. 50-3000 ppm of however 
activators of a cation system in order to control the adhesion of a use side and a plastics raw material in 
the 7th tub IPA which added is applied and it is made to dry. Thereby, the mold-release characteristic of a 
plastics raw material can be improved. After the processing in this 7th tub is completed, a mould erector 
is transported to 11. 

[0017] 11 shows the example to drawing 8 - drawing 10 like the mould erector. In this example the 
up-and-down moulds 21 and 22 are conveyed by the conveyance meanses 29 and 30 (specifically based on 
a belt) the object for the upper moulds 21, and for lower mould 22, moulds 21 and 22 are grasped with the 
set fixtures 31 and 32 from these conveyances meanses 29 and 30, and it is transferred to the positioning 
section 33. 

[0018] This positioning section 33 supports the inferior surface of tongue of the diameter direction order 
edge of each moulds 21 and 22 like drawing 8 . And it is met by a mould 21, the mould cradles 36 and 36 
which set the interval by which the mould holders 34 and 35 may be inserted among 22 and have been 
arranged at the perfect level state, and the upper surface of 37 and 37. It has the alignment implements 
38 and 38 of the couple which moves equally towards the diameter direction order end face of the moulds 
21 and 22 placed ranging over the opposite edge of this mould cradle, and 39 and 39. Let the opposite end 
faces of this alignment implement be the contact edges 38a and 39a of the shape of V character with a 
shallow flat-surface configuration so that two points of the peripheral surface of moulds 21 and 22 mav be 
contacted. J 

[0019] Therefore, the parallelism of moulds 21 and 22 is taken out with the upper surface by placing the 
up-and-down moulds 21 and 22 on each mould cradle 36, 36, and 37 and 37. By being pinched by 
approach movement of the alignment implements 38, 38, 39, and 39 between the contact edges 38a 38a 
and 39a and 39a, the optical axis of moulds 21 and 22 is taken out and positioning of moulds 21 and 22 is 
made by these. 

[0020] Attitude movement of the mould holders 34 and 35 is carried out by the servo motor towards the 
tooth-back center of moulds 21 and 22, the nose of cam is used as the adsorption pad which carries out 
adsorption maintenance of the moulds 21 and 22 without losing the parallelism, and, thereby, adsorption 
maintenance of the moulds 21 and 22 is carried out. 

[0021] In addition, as shown in drawing 10 , the stamps 40a and 41a used as an index are given to the 
random optical-axis sake at the peripheral surface, this stamp position is detected to moulds 21 

and 22 by the photosensor, and the up-and-down mould 21 and the astigmatism shaft between 22 are set 
by them. This operation is performed by rotation of the mould holders 34 and 35. In order to prevent 
incorrect detection of marks other than stamp 40a and 41a at this time, Stamps 40b and 41b are also 
given to the position shifted the degree of predetermined angle to the criteria position, and it is desirable 
to carry out after predetermined angle rotation and to make into a regular position (criteria position) the 

fnn99l Af, teC ?" g *? e 2n ? St3mp 40b and 41b at which lst stam P 40a and 41a was detected first. 
0022J After detecting the criteria position of each moulds 21 and 22, angle rotation is carried out after 

l^n'nf th. 6 **- 71 ^ an aStlgm ,f IT Sh3ft in the b0ttOm mould 22 1 the lower m ° u l° 22 rotates, the 
Srld t Z .h° 7, " m ° Uld f CO " es 0° ndin S to raw material pouring position 42 currently 

ZTlT P m °" A 18 ° Ut by th f P hotosen sor, and it ,s measured. In addition, this raw 

ZT' ?T5 P °k ° n f 18 Penphery radial [ of "PPer mould 21 ] from the notch 43 which carries 
tht nli %T shape of cross-section boiled fish paste, as shown in drawing_U , and the inner edge of 
this notch 43 is prolonged to the position which laps around the lens fabricated a little. After measuring 




of the lower mould 2»Presponding to the raw material pouring position 42 as mentioned above the 
mould holders 34 and 35 are moved on the same axis ( dr a win g ft (C) - (D)), and after making shaft 
orientations carry out approach movement mutually and determining inside web thickness as them so 
that between a mould 21 and 22 may subsequently serve as predetermined inside web thickness as the 
peripheral surface of moulds 21 and 22 is straddled, adhesive tape 44 is wound. The mould assembly 45 
by which the cavity for lens fabrication was formed by this in the interior is obtained 
[0023] The above-mentioned astigmatism shaft and inside web thickness are beforehand computed by 
PC- 3, and are performed by controlling the object for rotation of the mould holders 34 and 35 and the 
servo motor for thickness control. ' 
[0024] And just before adhesive tape 44 finishes winding, printing 46 of the same number (for collating) is 
performed to the outside surface of adhesive tape 44 by Inkjet with having given the aforementioned tray 

[0025] Although moulds 21 and 22 have separated the above-mentioned washing process 10 - the erector 
with the tray 5 in 11, a tray 5 is transported by conveyance means (for example, band conveyor) to run 
parallel to, synchronizing with the flow of each process. 

[0026] In the pouring process 12 of a raw material, the mould assembly 45 is held so that the pouring 
position 42 where the erector was set by 11 may not collapse, the pouring nozzle 48 of the pouring head 47 
as shown in the adhesive tape 44 of the pouring position 42 at draw in g^ is run through, and pouring of a 
plastics raw material is performed. F B " 

[0027] While resulting in the adhesive tape 44 of the both sides of the insertion point of the 
aforementioned pouring nozzle 48 to the pouring process after adhesive tape winding, two holes 49 and 49 
for air vents are made in the both sides of a pouring position, the pouring nozzle 48 is inserted in between 

hnlcAQ .^H J P Q° Urmg a 7 mat6rial iS P f f ° rmed - The 3ir * a Cavity esca P es from the aforementioned 
holes 49 and 49 as pouring of a raw material progresses. At this time, by detecting the time of flowing into 
the method of both sides gradually from the center of a cavity, since the raw material had viscosity and 

hir 4 i n a H wl tl0n , S 3 3 ° f b °? SideS ° f the P0Uring nozzle 48 bein S exhausted from the 

holes 49 and 49 of both sides, respectively, this air having escaped from the inflow situation of a raw 

Z^nrW Tf n rf 6ria . . ! ^ nin ! to aPPear fr ° m h0leS 49 and 49 b * the electrostatic-capacity 
sensor 50, a fullness state is detected and pouring is stopped. 

[0028] After pouring of a raw material is completed, the pouring head 47 is retreated and the pouring 
nozzle 48 is ; extracted, it presses down in respect of the TEBU using the fixture 51 of the shape of a tap? 
as shows the **** to drawing 15 and presses down by the means 52, and from the light source 53 
( drawing^ ), light is irradiated (UV irradiation) and carries out a temporary polymerization Is the 

fooS Xn- * ^ nU f.^ *** 51a > * ? resses * «own using an always new tape side 
[0029] I When is a thin lens like dramng^ , and a raw material gets across to the inside of moulds 2 1 
and 22 and spreads especially on the occasion of pouring of the aforementioned raw material in order to 
avoid incorrect-detecting with a fullness state, the transfer speed in early stages of pouring is made late 
and speed is brought forward at the stage when the passage of a raw material was formed and when a 
ullness state is approached, it sets so that it may be again made late. It is for raising detection precision 
to make pourmg speed late at this telophase of pouring. And control of this pouring speed performs 
volume calculation of a cavity beforehand by PC-3. and is performed by controlling the servo motor for 
movement of tiie valve element which adjusts the opening of a pouring bulb. As for the stege to make 

o^rv^e^^cSt;"^' * * » " " *" ° f & L -terial^gT £ "SS 

2iSt« — ™« — y 45 is solved, 

10031] Time to make irradiation time of the light in the polymerization process 13 into 2 5 - 4 minutes for 

lS&T?0-dT™ h l6nS ' JST ^ C ° rreSPOnd in 2 minU ^ S Permed t 

Jhc ?moS3 assembly^ atm ° Sphere ' and the direction of radiation is performed from both sides of 

[0032] The raw material temperature after passing through the polymerization process 13 is 160 degrees 
C or more in elevated temperature, and since it becomes impossible the - tape of a back process ana to 

adhere ' * C °° ling '° ff ^ ** ab ° Ut 10 ™™* S in 50 ^™ ><Fw££ C 

Teti ?? J^iS^ han ^ aCC °^ din S to the sequence carried in to the aforementioned washing process 10 
the tray 5 is also conveyed by the conveyance means, and moulds 21 and 22 r P t„m i? process iu, 



C. The number of a displa^the work label 2 the gauze impregnated w^s applied on the tray 5 at this 
time and the number currently printed by the adhesive tape 44 of the mould assembly 45 are collated 
and the check of the identity is performed. 

[0034] The removal work of the polymer which is easy to collect on the boundary portion of the process 16 
and moulds 21 and 22 which do the ** tape work which strips off adhesive tape 44, and adhesive tape 44 
is done after the above-mentioned collating, subsequently drive a wedge between the lower mould 22 and 
the fabricated lens 53, both are made to exfoliate, the upper mould 21 is further removed from a lens 53 
and a lens 53 is taken out (mold release process 17). It is possible to automate these although a ******** 
tape and mold release work are done by the help. 

[0035] In this way, the moulds 21 and 22 of the top after being released from mold, and the bottom are 
returned to the mold pallets 23 and 24 which were flowing corresponding to this, respectively, and the 
fabricated lens 53 is put into them to another lens pallet 54, and they stick again the work label 2 the 
f! U f, e n! mpregnat f, With WaS simul taneously applied on the tray 5 on the lateral surface of this lens pallet 
54. What type collating was performed after spin washing was performed in the washing process 55 and 
the appearance check was performed simultaneously, and passed the mold pallets 23 and 24 with which 
the tray 5 which became empty was returned to the tray place, and moulds 21 and 22 were returned is 
stored in the position of the mould stocker 25. 

[0036] On the other hand the fabricated lens 53 is observed by viewing at the visual-inspection process 
18, and the judgment of the existence of defects, such as a blemish and existence or nonexistence of a 
contaminant, is made. When judged with a defective by this visual inspection, the poor item is keyed at a 
terminal and re-****** is made. ' 
[0037] The lens 53 which passed visual inspection is divided into the shift to the dimension inspection 
process of a back process, and the system stocked as a polish article. 

[0038] In a dimension inspection process, the check of the frequency of a lens 53, inside web thickness 
prism and an astigmatism shaft is performed. These checks are performed by an auto lens meter and the 
digital gage and a judgment is performed in the data of this lens 53 to a computer as compared with 
reading and the expected prescription data beforehand displayed on the work label 2 (bar code 
display). In addition, when judged with a defective at this process, re -****** is taken out with a poor item 

t v. 18 accumulated as the measurement data, and technical analysis is presented with it 
L0039J In this way, since the lens 53 which passed appearance and the dimension becomes independent of 
the lens pallet 54, a display is performed to the lens itself so that discernment of the lens **** mav be 
possible. What is necessary is it to be good not to be necessarily the number and match which were given 

Sn?nl % t V 5 ( ° r , C S r lle l 54 ? aS f ° r thiS diSplSy ' and juSt to be able to use * in the muting after it. 
10040J The display 56 on this lens is made using the heights 57 formed in the periphery of a lens 53 of the 

n °!°t fo ?u m f ^ UPPer m ° uld 21 in the Shape of [ of the configuration ( toing_16 (A), (B)) of the 
notch 43 J boiled fish paste, in order to inject a raw material into the cavity of the" mould assembly 45 
Therefore, a contact process detection means can detect these heights 57, and it can carry out by 
stamping the peak point as a center. In addition, an image processing detects heights 57 and you may 
make it stamp. And use of a C02 laser is suitable for this stamp. The value of the position (radial 
position) which should be stamped from the bar code of the work label 2 is received in this stamp and a 
stamp is performed m it. This is for considering as the position which is not influenced, in case the 
circumference is deleted at the time of a periphery plastic surgery process 

10041] In this way, after a stamp is made, a part for a periphery is cut by dry type or wet grinding like 
drawing 17 and periphery plastic surgery is made by the predetermined outer-diameter siL Aftef Ms 
periphery plastic surgery is completed, pairing of the lens of the couple the object for right eyes and for 
left eyes is performed, and thereby, a lens forming cycle is completed 

[0042] In addition, when the profile of the type portion for convex fabrication usually combines the mould 
for concave surfaces for fabrication with the mould for convexes among the moulds used in the forming 
cycle of a lens at this using what was made into the configuration near the configuration of a spectacles 
£n?o e V ? meanS to fabncate the lens ^ a minor diameter substantially is included spectacles 
WH i f WRy ' aCCOrding to P^scriPtion, as for the fabricated lens nece processings, such as 
SSil ™ Dg ' K aCUUm evaporatlono of an antireflection film, and dyeing, are made behind. 
10044] The above-mentioned washing process and an erector are made by each routine of a nourine 
process as [ carry out / M/C control of the personal computer (PC cell) / equip an Us 1 togetnfr ] Therefore 
it is necessary to input the processing data (for example, the lens center thick setpoinf, the diameter of a 

Z each cefl PC S^h^V^^fT 8 ' 011 ' ^ P ° Uriag ^^of a corresponding lens 

into each cell PC. Then, it enables it to send the above-mentioned processing data to the above-mentioned 
PC cell from the correspondence block PC of a high order with reference to manufacture NO TitheZr 
code given to the lens or the pallet by P03. About these processing entry of data, the bar ^code givento tne 



m 

tray 5 is read at the time^TOie tray set before a washing process, and data are transmitted to PC cell 
with movement of moulds 21 and 22 from PC-3 at it. That is, the required processing data in washing 
assembly, and a pouring process are made to input into PC cell from PC-3 to the timing of mould 
movement only by reading of a bar code at the time of a tray set. Moreover, when a tray 5 is also conveyed 
synchronizing with moulds 21 and 22, when moulds 21 and 22 go into each process, a bar code is read 
from a tray 5, and processing data can be made to input into PC cell from PC-3. That is processing data 
will be inputted to the transfer timing of a tray 5. The adoption which combines either of these two 
methods or both sides is possible. After a pouring process is finally completed, processing end information 
is sent to PC-3, a passage check is performed, and the result is inputted into block PC l 
[0045] 

[Effect of the Invention] Accompany to the flow of a lens forming cycle during mould use with a transfer 
object, and the container which holds the mould contained by the mould stacker according to this 
invention as explained above is made to shift. Since the mould after releasing from mold after a forming 
end is again accepted m the aforementioned container and it is made to return to mall ZUTOSUKKA a 
mould and a mould container - always - a correspondence relation - ****** - it is kept that there 
nothings, there is no classification ****** one by one at the time of storing in the mould stacker after a 
process end, and a mould can be certainly returned to a predetermined part at the time of storing in a 
mould stocker 5 

[0046] Moreover, by using a mould container as the mold pallet with which one mould is settled and 
using a transfer object as the tray on which two mold pallets are settled, drawing of a mould and the 
handling at the time of a transfer become easy, and a mould is not damaged. The check of being a 
predetermined mould can be performed without checking the mould to be used, since it can perform easily 
displaying various required data on this tray (labeling). If based on the data further for a make lump it 
can make at the time of the availability fall of a production line, a lump article can be manufactured and 
productivity can be raised. ' u 



[Translation done.] 
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Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

irIcis S ely° CUment ^ ***** translated by com P uter - So the translation may not reflect the original 
2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing l] Process drawing showing one example of the lens forming cycle in this invention 
mrawmg_2i Explanatory drawing showing the example of a content of the indicative data of the work 
label used in drawing 1 



mr^wing^ Explanatory drawing showing a way stage of peripheral surface washing [ the 1st tub / of the 
mould in the washing process of drawing 1 1 • 
[Drawing 4j Explanatory drawing showing a way stage of the surface washing of eye the 2nd tub of **** 
Drawing 5| Explanatory drawing showing the washing means of eye the 3rd tub of **** 
Se^Sbof ****" at ° ry drawing showin S an IPA application state and a support state [ the 5th tub ] / 

[Drawing 71 The graph which shows a rotational frequency and time with the time of an IPA application 
and spin dryness. 

iDrawing Rj (A) - (F) is explanatory drawing showing an example like the mould erector of drawing 1 
Utom^ The plan showing the physical relationship of the mould of the upper and lower sides at the 
time of each process of drawing 8 . 

SSSfrniSd A) ^ eXplanat ° ry drawin S showing the index for astigmatism shaft detection of a 

iQr^ingail The perspective diagram showing the notch formed in an upper mould 
Drawing 1 2| Front view showing an example of the pouring head of a plastics raw material 

Le o r r W ff\ IJ Cross u sec , tion showin g the st ate of pouring a plastics raw material into a mould 
assembly by the pouring head. 

[Drawing 14] Explanatory drawing showing the internal situation of having seen from the **** 
transverse plane. & K 

mSS^rSg Planat ° ry Sh ° Wing a W ^ ^ WhiCh d ° SeS the inlet Secti0n after ? lastics raw 

!?n S aWing ^ ir ° ntviev/ showin S the Physical relationship of marking to the fabricated 

[Drawing 17] Front view showing the lens after periphery plastic surgery. 
[Description of Notations] 
2 Work Label 
5 Tray 

21 Upper Mould 

22 Lower Mould' 

23 24 Type pallet 

25 Mould Stocker 

26 28 Sponge roll 

33 Positioning Section 

34 35 Mould holder 
36 37 Mould cradle 

38 39 Alignment implement 

42 Raw Material Pouring Position 

43 Notch 

44 Adhesive Tape 

45 Mould Assembly 

47 Pouring Head 

48 Pouring Nozzle 

50 Electrostatic- Capacity Sensor 

51 Tape Presser Foot Fixture 



53 Fabricated Lens 

54 Lens Pallet 
57 Heights 



[Translation done.] 
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